m > 


Pase 1 


* Work Order ID 80259 — Z D *QN9RQ* 


February-15-12 3:34:19 PM T 


| l ! 
| E NW D3560-041 v | Accept | *Nananan 1 ON” Setup Start *N S1 * 
= NEO 


Item Name: Arm Weldment 


Start Date: 15/02/2012 Start Qty: 10.00 mage ! 1) Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 * Lor d 


Customer: 
Reference: 
Run Start 4 ES 
Approvals: Process Plan: A ¿ De $ Date: IZ] Tooling: Date: N R1 
e A Sto 
qc: Date: SPC (Y/N): EK Date: " *NR2* 
Sequence ID/ Operation Set Up/ : © Too ID — Tool£ Plan Accept Reject Reject Insp. ` 
Work Center ID i Description Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr 4 
D3560 Rev D 
100 0.00 i - i r 
* 4 nn* BAND SAW i 
7 > Ze 
Bandsaw Memo 0.00 LE "T 3 Cd 2 d ex i 
Jeaspa Bandsaw Cut blanks 16.750" long I 
110 0,00 
TELE HAAS CNC VERTICAL MACHINING #1 Me E i£ ge 4 
HAAS | Memo 0.00 
HAAS CNC vertical machine #1 l- Mill as per Folio FA693 Rev: ME Dwg D3560 Rev: 1 > 
2-C'sink 0.196" hole on manual mill as per dwg D3560 APT em dE 
3-Deburr per dwg D3560 ( 2 £s 
120 QC2- Inspect parts off machine FAVFAIB 0.00 s 
Çs Z . S ` t - A d 
*490* SS f ^ d 
QC Memo 0.00 


Quality Control 


d 
> 


Work Order ID 80259 
February-15-12 3:34:19 PM 


Item ID: D3560-04 1 
Revision ID: 


Item Name: Arm Weldment 


Start Date: 15/02/2012 
Required Date: 29/02/2012 


Start Qty: 10.00 
Req'd Qty: 10.00 


*2n250* 


— *Nononan10oo* 


*4 (* 
“N? 


Reference: 
Approvals: Process Plan: Date: Tooling: 

QC: Date: SPC (Y/N): 
Sequence ID/ Operation Set Up/ 
Work Center ID Description Run Hours 
130 . OCH. Inspect parts - second check 0,00 
*42N* b. 
Qc Memo 0.00 
Quality Control 
140 0.00 
* 1 AN* Large Fab 
Large Fab Memo 0.00 
Large Fab 1-Weld assembly as per dwg D3560 

STEP: 


l- clean material (buff bracket and bottom of arm with blue pad ) 
2- set up bracket and arm on jig 

3- preheat bracket and arm with torch 

4- clean before welding with brush 

5- set up machine to 135 amps 

6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) 


Cust Item ID: 
Customer: 


Date: 
Date: 


Tool ID 


yi Ee llo 


10- from half way point weld the rest of the first side (ease off pedal near 


end) 11- same for remaining side (ease off pedal near end) 


Ain kee E 199/30 


Tool# Plan 


Setup 


Run 


Start 


Stop 


Start 


Stop 


Reject 


Qty 


2 


Reject Insp. 
Number Stamp 


Page? 


*NS1* 
*NS2* 


*NR1* 
*NR2* 


238 ol 


Work Order ID 80259 * m 
February-15-12 3:34:19 PM 20 2 59 


Item ID: D3560-04 1 Accept *N ONNNAN 4 na* Setup Start *N S 4 * 


Revision ID: 


Page 3 


Item Name: Arm Weldment Stop *N GOK 
* 
Start Date: 15/02/2012 Start Qty: 10.00 FADE Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 *4 0” Customer: 
Reference: 
R Start 
Approvals: Process Plan: Date: Tooling: Date: T *N - 1 * 
ç * Stop 
QC: Date: SPC (Y/N): Date: *N Ro* 
Sequence ID/ Operation Set Up/ ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Oty Number Stamp 


150 QCS- Inspect part completeness to step on W/O 0.00 QNS. 


KA ROK ^ ID Sel \ 24 ; 

QC Memo 0.00 B e a 

Quality Control 

160 QC9- inspect visual per QSI004- Fusion Welds 0.00 QAS 
“ARANÉ A Pf | CS 
QC Memo 0.00 zs 
Quality Control 

170 Chemical Conversion Coat per QSI005 4.1 0.00 

*470* 5 0 he 
HandFinish Memo 0.00 e x 
Hand Finishing | fd oq - © ( 


Work Order ID 80259 
February-15-12 3:34:19 PM 


Item ID: D3560-04 1 
Revision 1D: 


Item Name: Arm Weldment 


Start Date: 15/02/2012 
Required Date: 29/02/2012 


Start Qty: 10.00 
Req'd Qty: 10.00 


Reference: 
Approvals: Process Plan: 
QC: 
Sequence ID/ Operation 
Work Center ID Description 
180 QC3- Inspect Part Finish 
AN” 
QC Memo 


Quality Control 


190 0.00 
Small Fab 
wen OC 
Small Fab Memo 0,00 
Small Fab |-Press bushing in D3560 arm per dwg D3562 
200 QC5- Inspect part completeness to step on W/O 0.00 
*2900* smi 
Qc Memo 0.00 19.8. 


Quality Control 


*28n250* 


Accept 


*4 0 
*4 n* 
Date: Tooling: 


Date: SPC (Y/N): 


Set Up/ 


Run Hours 
0.00 


0.00 


*Nanon40100* 


Cust Item ID: 


Customer: 
Date: 
Date: 
Tool ID Tool# Plan 
Code 


UPC 
= ' Ñ DK 
6-20» 


Page 4 


Setup Start 


MAT” 


we *NS?* 
Run Start *N R 4 * 
"” *NR2* 
Accept Reject Reject Insp. T 
Oty Oty Number Stamp 
F £ | T: 
(2 ef of 


U\ 


Work Order ID 80259 A A 
February-15-12 3:34:19 PM RODHO 


E "- *NANNNANINN* ` zou sar #NGAK 


Pags 5 


Item Name: Arm Weldment Stop sk N Q9* 
` 
Start Date: 15/02/2012 Start Qty: 10.00 ben (y* Cust Item ID: 
Required Date: 29/02/2012 Req'd Qty: 10.00 *4 0” Customer: 
Reference: 
Run Start A * 
Approvals: Process Plan: Date: Tooling: Date: N HR 1 
Sto 

QC: Date: SPC (Y/N): Date: P *N R2* 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 Identify as per dwg & Stock Location: LF) 0.00 
*o4n* 5 Z Ao 
Packaging Memo 0.00 = = > > 
Packaging *** STOCK IN STEP CELL*** MR: [ 


220 QC21- Final Inspection - Work Order Release 0.00 
*99/0* 12.18 19 
QC Memo 0.00 


Quality Control 


Picklist Print 
February-15-12 3:34:23 PM 
Work Order ID: 80259 
D3560-04 1 


Arm Weldment 


Parent Item: 


Parent Item Name: 


*R0259* 
*D)3560-041* 


Start Date: 15/02/2012 
Start Qty: 10.00 


4 


Required Date: 29/02/2017 
Required Qty: 10.00 


Comments: IPP Rev:A New Issue 07.05.24 EC 
IPP rev B ECN 987 07.10.09 EC verified by: DD 
IPP Rev:C ECNI048 07-12-18 DD verified by: EC 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Qtyper Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2808 Manufactured No 100 Each 70.0000 I 10 
*D2808* ** A Lag @. 
| AA — 
Bushing 
Location Loc Qty Loc Code 
GA 70 E 
32896 2 
76188 3 
78950 24 
79688 41 ET 
M6061T6B0.500X05.00 Purchased No 140 f 51.2274 1.395 14.68421 
0 
*MRa061TGRO 500X045 NONY ww " 
6061-T6 Bar .500 x 5.00 
Location Loc Qiy Loc Code 
MATOOI 21.834 
112154 6.935 
117933 2.123 
119346 12.776 
MAT004 29.3934 
120243 24 
> 120421 5.3934 


SIE 


X fed 


- Picklist Print 
February-15-12 3:34:23 PM 
Work Order ID: 80259 


Parent Item: D3560-04 1 


Parent Item Name: Arm Weldment 


D3592-1 


*[)3592-1* 


Plate 


February-15-12 3:34:23 PM 


Manufactured 


"80259" 
*D3560-041* 


No 190 Each 


Location 


WA Dean — 4 


78934 4 
WA002 23 
47015 2 
78934 21 
Shop Packet Print 


Page 2 


Start Date: 15/02/2012 Required Date: 29/02/20 2 


Start Oty: 10.00 Required Qty: 10.00 


27.0000 I 10 , 
en WA 12-08 Of 


Loc Code 


DART AEROSPACE LTD Work Order: | | 
DEA AAA 

Description: Arm D3560-1 
cm 

Inspection Dwg: D3560 Rev: D | 1. — Y Pageieti | 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article | Prototype 
Actual 
Reject n 
Dimension nspection 
20.507 +0.000/-0.001 | Ce 1 
@0.196 +0.005/-0.001 


"em [vo.0r0r0001 |/ de Z | 
oso | wow 1.7 


1.700 +/-0.010 
20.385 x 100° | +/-0.010 x 0.5° 


Measured by: HR | | N/A 


[Rev] Date | Change 
New Issue [KJJM | /— ` 
| B |07.06.13 | [KMJM ya | aa — | 
[KIDD Ar] Pb | 


HAFÓRMS Quality Assurance\approved QA\FAI revD 


D3592-1 PLATE 


DETAIL A 
SCALE 1:2 


¡ATERIAL: 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 
3) TOLERANCES: PER DART QSI 018 equi CREASE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTE 
S EDGES: OOO TO DOI MAX 


WEIGHT: 1.23 lbs (TYP) 
8) WELDING: PER DART QSI 004 


D2808 SPACER 
—PRESS FIT AFTER 
ALODINE 


E SPACER, 
PRESS FIT AFTER 
ALODINE 


8oz 56 


D2808 SPACER, 
PRESS FIT AFTER 
ALODINE 


Mil. 
ızyo2//e 


rat AN ER. 
IT AFTER 
Ces 


— D3580-2 ARM 


UE 


2520 


D3592-1 PLATE 


00255 


L] ? $ 5 4 


i 3 2 1 
— R0 30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
765 " _— R049 
PROFILE TO MATCH : weg, idm 
MACHINE AT 2 45 C'BORE (0 .507*0 098 
SEE VIEW C-C 9.250 DEEP FROM 
T THIS SIDE 
.631 
— R0375 
D3560-1 ARM WELDMENT 
4479 
366 DC GN BEER 


MS-QQ-A-225/8 (OR AMS 41171412! 4115/4116) OR 
PER AMS-QO-A. 2008 OR AMS 4160; 
(REF DART SPEC 1T6B0.500) 

2) FINISH: NONE 

3) TOLERANCES: PER DART QSI 018 UNLESS ERASE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 lbs 


0.210 
0,000 | S T [= ] 
V^ `Z 
| © > be © w © o e wo e mn 
vB 58288 g EFS 8 š B š 35 à 
' ° N m = o ~ ae o = e sw ZT 
LC 


RO.13 (TYP) 
R4.00 (POCKETING RAD) 


0.188 


R0.032 
AT BASE OF C'BORE 


0.500 


91.000 THRU 
(TYP 7 PLACES) 


R0.30 
R2.00 


P d Yar 7 


@0 196 (DRILL 49 REF) ` 
C'SINK @0.385x100* 


DATE 07. TT. 16° ee eg 
ea aon 


in 
d. 


8 7 é 5 4 3 2 1 
— R030 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
R0.49 — 01188 ES A - 765 
RO.75 0.250 
C'BORE 00.5070 009 germ Š 
P| 0250 DEEP FROM —— © A BEER IT — 583 SEA A 
THIS SIDE Em Se h E L "5: D) 
R0.375 I PROFILE TO MATCH cna w | 
xd D3592-1 PLATE, 
2:000 ^ MACHINE AT 2.42. 
i — " SEE VIEW D-D | 
366 ⁄ D3560-2 A 
: 1700 
RO 030 
z D NOTES: 
| 4 0.850 = MATERIAL 808178 OR 6061-7651/78510/78611/782) BAR, 0.500 YHICK 
: [——— es ' AMS-00-A.225/8 (OR AMS 4117/4128/4118/4116) OR 
! PER AMS-QQ A-2008 2008 (OR AMS 4160) 
: z | (REF. DART SPEC. 1T680 500 
— | 2) FINISH: NONE 
| 3) TOLERANCES: PER DART OSI 018 UNLESS OTHERWISE NOTED: 
ë í F 4) UNITS: INCHES UNLESS OTHERWISE NOTE é 
| S] BREAK SHARP EDGES 0.005 TO 0 015 MAX. 
0210 ı 6) IDENTIFICATION: N/A 
w 0.000 ' 7) WEIGHT: 1.05 lbs 
| | D 
g g 3 S 88 Re | 
~ 
* : Š E E: amg € E. 8 v^ 
05004 0168 NJ 
| | RO.13 (TYP) 
POCKETING RAD 
R0 032 ( ! Rao 
AT BASE OF C'BORE š 
0.50770 000 L | 
_ (1.000 THRU à 
(TYP 7 PLACES) 24 0.375 
VIEW D-D 
0.196 (DRILL #9 REF) - SCALE 1: 1 
C'SINK 20.385x100" 


R0.30 
8 7 6 5 4 3 


BOL S5 


3 2 


E ;- R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


— RO-49 
M» 
m 
° ZS C'BORE 905076 001 
a ~ 0.250 DEEP FROM 
D PROFILE TO MATCH > THIS SIDE D 
MACHINE AT 2.45. e D3560-3 ARM 
SEE VIEW E-E E RO 375 


NO : En 

1) MATERIAL: 6061-T6 (OR 6061-1651/T6510/T651 1/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 {OR AMS 4160) 
(REF. DART SPEC. M6061T680.500) 

2) FINISH: NONE 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 lbs 


? 
S e a, "ër Qm > / ka ë 
LE e di 45 E CS 
N loy 
E 
4 nd 
I y^ " 
kan _ v 
| m 0.500 
RO.13 (TYP) _ | E | 
(POCKETING RAD) às 1 — B | 
AT BASE OF C'BORE 0.375 : 
° 1.702 _CONSTANT TAPER 8 
FROM 1.702 TO 1.750 [ 1.750 
i ; VIEW E-E 
+0.000 SCALE 1:1 
0.001 
179° 
(0.900 THRU 
01.000 THRU (1 PLACE) 
(TYP 4 PLACES) 
R2.00 
A 


R0.30 


Er C ` 
pan — SAN tele ^ 
oes "E 


= DRAWING NO, s REV D 
00.196 (DRILL #9 REF) | Ma 103560 SHEET 4 OF 5 
C'SINK @0.385x100° APPROVED VM mi 


DE APPR 


DATE 07 4116 


ETT 
: ARM WELDMENT 
COPYRIGH 


LP DOT AL AME V ER Te HIA N 
RA mat Km em marec im JOPET SS Come aca Wa YO e OEE POM TIR 
amna zum 


uw 


9023 


3 7 & 5 4 a 2 1 
2 RO 30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
RO.49 > 0.188 (TYP) 
o 
9,9. 
% EN 
ö 3 G 0.250 Š 
o? 0275 (TYP) 
R0.375 dt 
od YO EIER TO MATCH 
AN RO.35 (TYP) D3582-1 PLATE, 
A SEN 5 MACHINE AT 2 4°, 
C'BORE og sm 000 R0.75— a 0.40 > Ze SEE VIEW F-F 
0.250 DEEP FROM > = 
THIS SIDE E 
e 
"ag D3560-4 ARM 


ES: 
D re OR 6061-T651/T6510/T6511/T62) BAR, 0.50 THICK 
PER AMS-QQ-A-225/8 (OR AMS ate) 4115/411G OR 


PER AMS-OG.A: 
(REF. DART SPEC. 1T6B0.500) 
2) FINISH: NONE 
2 TOLERANCES: PER DART QS! 018 UNLESS TER NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
6) IDENTIFICATION: N/A 
7) WEIGHT: 1.05 lbs 


c 


0.13 (TYP) 


ji ^ 
(POCKETING RAD) | d *' 


R0.032 AD 
a AT BASE OF C'BORE 


CONSTANT TAPER i sen E 8 


1.750 FROM 1,702 TO 1.750 — 24 


0.500 


R4.00 


20.900 THRU 


(1 PLACE) 91.000 THRU 


(TYP 4 PLACES) 


`. 00.196 (DRILL #9 REF) 
C'SINK Ø0.385x100? 


- RO.30 


AUS TAL TOR MO PIPA AI i: 


AA o= e een mi 
B 7 6 5 i 


